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(57)Abstract: 

PROBLEM TO BE SOLVED: To provide an eyedropper 
which can always surely make a fixed quantity of liquid 
to drop down when its main body is pressed without 
detracting the advantage in manufacturing cost of its 
bottle pack type main body. 

SOLUTION: At the front end section of the main body A 
of an eyedropper in which a liquid is simultaneously 
packed in a hermetically sealed state when the main 
body A is molded and which is made of a thermoplastic 
material, a bottomed conical recessed section 6b having 
an inside diameter which becomes larger as going toward 
the front end side is formed. In addition, a small- 
diameter liquid injection hole 6c is formed through the 
bottom of the recessed section 6b so as to control the 
quantity of a droplet squeezed out of the main body A to 
a set value. 
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* NOTICES * 

JPO and NCI PI are not responsible for any 
damages caused by the use of this translation. 

1This document has been translated by computer. So the translation may not reflect the original 
precisely. 

2.**** shows the word which can not be translated. 
3.1n the drawings, any words are not translated. 



CLAIMS 



[Claim(s)] 

[Claim 1] The opening instillation container which has carried out penetration formation of the 
inlet of the minor diameter for controlling the amount of drops which a head side becomes 
depressed and forms the closed-end conic crevice where a bore serves as size in the point of 
the body of a container made from the thermoplastics with which the liquid is filled up into 
shaping and coincidence with the seal condition, and is extruded by the base of this crevice from 
the body of a container to a preset value. 

[Claim 2] It is the opening instillation container which a head side became depressed and formed 
the closed-end conic crevice where a bore serves as size in the point of the body of a container 
made from the thermoplastics with which the liquid is filled up into shaping and coincidence with 
the seal condition, and is equipped with the configuration whose penetration formation on the 
base of said crevice is attained in the inlet of the minor diameter for controlling the amount of 
drops in which this hollow is extruded by the base of this crevice from the body of a container in 
that case to a preset value. 

[Claim 3] The opening instillation container according to claim 1 or 2 with which the screw 
section for enabling screwing wearing of the desorption of a cap in the condition of sealing the 
crevice of this body of a container is really formed in said body of a container. 
[Claim 4] The opening instillation container according to claim 1, 2, or 3 constituted by the range 
whose depth of said crevice is 2-7mm. 

[Claim 5] the month by the side of the head of said crevice — the opening instillation container 
according to claim 1 f 2, 3, or 4 constituted by the range whose path is 2~4mm. 
[Claim 6] The manufacture approach of the opening instillation container which is the 
manufacture approach of an opening instillation container according to claim 1 f 3, 4, or 5, carries 
out the pressure welding of the needlelike die which forms the convex die which fabricates said 
crevice, and said inlet, and fabricates it from a container axis to the point of the body of a 
container with which the liquid is filled up into shaping and coincidence with the seal condition. 
[Claim 7] The manufacture approach of the opening instillation container which is the 
manufacture approach of an opening instillation container according to claim 2, carries out the 
pressure welding of the convex die which fabricates said crevice, and fabricates it from a 
container axis to the point of the body of a container with which the liquid is filled up into 
shaping and coincidence with the seal condition. 

[Claim 8] The manufacture approach of an opening instillation container according to claim 6 or 7 
of heating the part fabricated with said convex die at least to the temperature which is not 
buckled with a heating means before shaping. 

[Claim 9] The manufacture approach of an opening instillation container according to claim 6 that 
said convex die and needlelike die fabricate a crevice and an inlet to the point of a container 
using the single die really formed. 



[Translation done.] 
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DETAILED DESCRIPTION 



[Detailed Description of the Invention] 
[0001] 

[Field of the Invention] This invention relates to amelioration of the opening instillation container 

used for medical-application eye lotions, and the manufacture approach of that. 

[0002] 

[Description of the Prior Art] It is necessary to control the amount of instillation to a constant 
rate in medical-application eye lotions. As a common opening instillation container which can 
control this amount of instillation Inner fitting immobilization of the inside plug member of an 
injection-molded product is carried out at the tubed regio oralis of the fabricated body of a 
container. To this inside plug member While a head side forms the inlet of the minor diameter 
where a bore controls the amount of drops which penetrates in and abroad in the base center 
position of the closed-end conic crevice where it becomes size, and this crevice, and which 
extrudes from the body of a container What carried out screwing wearing of the cap of the 
injection-molded product which equipped the male screw section formed in the peripheral face of 
the tubed regio oralis of said body of a container with the plug-like projection for sealing the 
closed-end cone-like crevice of an inside plug member in the state of fitting is used widely. 
[0003] When based on this opening instillation container, by existence with the inlet of the minor 
diameter by which penetration formation was carried out to the base center position of the 
closed-end conic crevice formed in the inside plug member, and this crevice The metal mold for 
injection molding three members of what can take to press actuation of the body of a container, 
and can always carry out dropping administration of the liquid of a constant rate certainly to 
each **, respectively is required, and washing / sterilization activity of each part material is 
needed, and a manufacturing cost becomes high. 

[0004] On the other hand, the shaping container is really used considering the manufacturing 
cost as a container which may make lowering and the function as an opening instillation 
container hold, the body of a container made from thermoplastics (a common name — ) with 
which it sets in this container, and blow molding or the vacuum forming, simultaneously the liquid 
are filled up with and enclosed The cap which has really formed the needlelike projection for 
carrying out penetration formation of the inlet in the point of the body of a container is screwed 
in the male screw section formed in the peripheral face by the side of a point among the bodies 
of a container of a bottle pack mold free [ desorption ]. The screwing actuation by the side of a 
bundle lump deeper one step than the usual closedown location of this cap constituted so that 
penetration formation of the inlet might be carried out by the needlelike projection of a cap at 
the point of the body of a container. 
[0005] 

[Problem(s) to be Solved by the Invention] Although it has the advantage which can attain 
cheapHzation of a manufacturing cost with the opening instillation container of an above- 
mentioned bottle pack mold as compared with the opening instillation container using the inside 
plug member which it injection molded If the screwing control input by the side of the bundle 
lump from the usual closedown location of a cap is not appropriately performed in order to form 
an inlet, breaking through the point of the body of a container by the needlelike projection of a 
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cap, the configuration and magnitude of an inlet may become uneven and fluctuation of the 
amount of drops extruded from the body of a container may be invited. 

[0006] Moreover, if superfluous actuation of the cap is more nearly usually than a closedown 
location carried out at a bundle lump side after penetration formation of the inlet is carried out 
at the point of the body of a container, an inlet will be extended at every the superfluous bundle 
lump actuation of the by the needlelike projection of a cap, and the amount of drops extruded 
from the body of a container may increase gradually. 

[0007] Therefore, although sufficient explanation about the operation of an opening instillation 
container was needed, since screwing actuation may have been suitably carried out to a bundle 
lump side, and a cap may have been punched or bundle lump actuation of the cap may have been 
superfluously carried out even if it compares and performs sufficient explanation, it was difficult 
[ it ] to avoid certainly the activity which made the mistake in being above. 
[0008] In view of the above-mentioned actual condition, it succeeds in this invention. The 1st 
main technical problem Without spoiling a predominance in the manufacturing-cost side which is 
the advantage which the body of a container of a bottle pack mold has It is in the point of 
offering the opening instillation container which can take to press actuation of the body of a 
container, and can always carry out dropping administration of the liquid of a constant rate 
certainly, and the 2nd main technical problem is in the point of offering the manufacture 
approach which can promote cheap-ization of a manufacturing cost. 
[0009] 

[Means for Solving the Problem] The point which carried out penetration formation of the inlet of 
the minor diameter for control the amount of drops which becomes depressed , forms the 
closed-end conic crevice where a bore serves as size , and is extrude from the body of a 
container on the base of this crevice for a head side at a preset value has the description 
configuration of the opening instillation container by claim 1 of this invention at the point of the 
body of a container made from the thermoplastics with which the liquid is fill up into shaping and 
coincidence with the seal condition . According to the above-mentioned description 
configuration, the body of a container made from thermoplastics (body of a container of a bottle 
pack mold) with which the liquid is filled up into shaping and coincidence by blow molding, a 
vacuum forming, etc. with the seal condition is used. Although a head side forms in the point of 
this body of a container directly the inlet of the closed-end conic crevice which a bore becomes 
with size, and the minor diameter for controlling the amount of drops extruded from the body of 
a container at a preset value, therefore It can both take to press actuation of the body of a 
container by existence with a closed-end conic crevice and the inlet of a minor diameter as if 
there is little metal mold for manufacturing the body of a container as compared with the 
opening instillation container using the inside plug member which it injection molded and it ends, 
and dropping administration of the liquid of a constant rate can always be carried out certainly. 
Therefore, dropping administration of the liquid of a constant rate can always be carried out 
certainly, without spoiling a predominance in the manufacturing-cost side which is the advantage 
which the body of a container of a bottle pack mold has, since the closed-end conic crevice for 
making the point of the body of a container of a bottle pack mold demonstrate an inside plug 
function and the inlet of a minor diameter are only formed. A point especially important about 
the opening instillation container by this invention is forming a crevice with the configuration 
which can carry out penetration formation of the inlet of the minor diameter for controlling the 
amount of drops to a preset value in the point of the body of a container made from 
thermoplastics filled up into the liquid with the seal condition by shaping and coincidence. It is a 
thing also containing the opening instillation container as a semifinished product with which the 
crevice [ like / so ] was formed within the limit of this invention from this. The configuration of 
such an opening instillation container To the point of the body of a container made from the 
thermoplastics with which the liquid is filled up into shaping and coincidence with the seal 
condition so that it may indicate to claim 2 The head side became depressed and formed the 
closed-end conic crevice where a bore serves as size, and this hollow is equipped with the 
description of having the configuration whose penetration formation on the base of said crevice 
is attained in the inlet of the minor diameter for controlling the amount of drops extruded by the 
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base of this crevice from the body of a container to a preset value, in that case. 
[0010] The point that the screw section for enabling screwing wearing of the desorption of the 
cap which seals the crevice of this body of a container on said body of a container is really 
formed has the description configuration of the opening instillation container by claim 3 of this 
invention. According to the above-mentioned description configuration, since the screw section 
for carrying out screwing wearing of the cap can also be formed in shaping of the body of a 
container, and coincidence, cheap-ization of a manufacturing cost can be promoted. 
[0011] The description configuration of the opening instillation container by claim 4 of this 
invention has the depth of said crevice in the point constituted by the range which is 2-7mm. 
According to the above-mentioned description configuration, it is desirable that it is in the range 
of 5-7mm from a technical side, such as to obtain the yield and the stable inside plug function, 
although the deeper possible one of the depth of said crevice is desirable, but it is about 6mm 
most preferably. If this crevice depth becomes smaller than a suitable value, the problem that 
the liquid of that liquid reservoir jumps out through an inlet by the pressure produced when the 
point of that crevice, i.e., an inlet, is covered and it has a container by hand with the liquid with 
which the annular space in the container formed in the perimeter of a crevice (liquid reservoir) is 
covered with surface tension will arise. Moreover, if this crevice depth becomes larger than a 
suitable value, it will become easy to produce the defect that a crack goes into a crevice at the 
time of the process which forms this crevice. The optimum solution with which such opposite 
conditions are filled is 6mm. However, since it is few in the amount of a liquid reservoir and the 
depth of a crevice is not so required to be a drug solution with small surface tension, the depth 
of a crevice can also be designed shallowly. 

[0012] the description configuration of the opening instillation container by claim 5 of this 
invention — the month by the side of the head of said crevice — a path is in the point 
constituted by the range which is 2-4mm. According to the above-mentioned description 
configuration, according to the acidity or alkalinity (surface tension, viscosity) of the liquid with 
which the body of a container is filled up, it adjusts within the limits of 4.0mm of phi2.0 mm-phi. 
the case where it is acidity or alkalinity with large surface tension in order to fixed-ize one drop 
measure (it adjusts to the object within the limits of the 25-50-micron liter per 1 in all drop 
measure) — said month — the case where a path is made small and surface tension is small 
acidity or alkalinity — said month — a path is enlarged. 

[0013] The point which carries out the pressure welding of the needlelike die which forms 
shaping, the convex die which fabricates said crevice to the point of the body of a container with 
which the liquid is filled up into coincidence with the seal condition, and said inlet, and fabricates 
it from a container axis has the description configuration of the manufacture approach of the 
opening instillation container by claim 6 of this invention. According to the above-mentioned 
description configuration, the body of a container made from thermoplastics (body of a container 
of a bottle pack mold) with which the liquid is filled up into shaping and coincidence by blow 
molding, a vacuum forming, etc. with the seal condition is used. Although a head side forms in the 
point of this body of a container directly the inlet of the closed-end conic crevice which a bore 
becomes with size, and the minor diameter for controlling the amount of drops extruded from the 
body of a container at a preset value, therefore It can both take to press actuation of the body 
of a container by existence with a closed-end conic crevice and the inlet of a minor diameter as 
if there is little metal mold for manufacturing the body of a container as compared with the 
opening instillation container using the inside plug member which it injection molded and it ends, 
and dropping administration of the liquid of a constant rate can always be carried out certainly. 
And since the pressure welding of the needlelike die which forms the convex die which fabricates 
said crevice, and said inlet is only carried out from a container axis, it is also possible to form a 
closed-end conic crevice and the inlet of a minor diameter, transporting many bodies of a 
container. Therefore, since it is possible to process it into the point of the body of a container of 
a bottle pack mold, only forming the closed-end conic crevice for demonstrating an inside plug 
function and the inlet of a minor diameter, and transporting many bodies of a container 
moreover, the opening instillation container which can always carry out dropping administration 
of the liquid of a constant rate certainly can be advantageously manufactured in respect of a 
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manufacturing cost. Moreover, as claim 7 shows, the manufacture approach for the opening 
instillation container as a semifinished product with which the crevice by this invention 
mentioned above is formed is characterized by carrying out the pressure welding of the convex 
die which fabricates said crevice, and fabricating it from a container axis, to the point of the 
body of a container with which the liquid is filled up into shaping and coincidence with the seal 
condition, and has the above-mentioned operation effectiveness. 

[0014] The point of heating the part fabricated with said convex die at least to the temperature 
which is not buckled with a heating means before shaping has the description configuration of 
the manufacture approach of the opening instillation container by claim 8 of this invention. It is 
#:*c5}c3ic3{c3jc to aim at the improvement in the process tolerance of a crevice and the improvement of 
the yield which are formed in the point of said body of a container according to the above- 
mentioned description configuration. 

[0015] The description configuration of the manufacture approach of the opening instillation 
container by claim 9 of this invention has said convex die and needlelike die in the point which 
fabricates a crevice and an inlet to the point of a container using the single die really formed. 
According to the above-mentioned description configuration, since a closed-end conic crevice 
and the inlet of a minor diameter can be formed with a single die, improvement in manufacture 
efficiency and simplification of a manufacturing facility can be attained. 
[0016] 

[Embodiment of the Invention] The [1st operation gestalt] Drawing 1 shows the opening 
instillation container of this invention mainly used for medical application, and consists of caps B 
screwed in male screw section 5a formed in the peripheral face of the screw cylinder part 5 of 
the body A of a container made from thermoplastics, and this body A of a container with the 
flexibility with which the drug solution of the specified quantity was filled up into blow molding or 
a vacuum forming, and coincidence free [ attachment and detachment ]. 

[0017] The pars basilaris ossis occipitalis 1 of the circle configuration to which said body A of a 
container curves inside, and the bell shape drum section 2 which stands in a row in the periphery 
of this, The neck 3 of the shape of a cylinder which follows shoulder part 2a of this drum section 
2, and the step 4 in a circle which bulges in the method of the outside of the diameter direction 
from the upside location of this neck 3, While consisting of a screw cylinder part 5 equipped with 
male screw section 5a which follows a this upside, and a pouring-in cylinder part 6 equipped with 
pouring-in opening 6a which follows a this upside Tabular rib 3a which meets in the direction of 
container axis X is really formed in each of the part which are two circumferencial directions of 
said neck 3, and carries out phase opposite on both sides of the container axis X. 
[0018] Inlet 6c of a controllable minor diameter is formed in the preset value at the pouring-in 
cylinder part 6 of said body A of a container in the amount of drops by which closed-end conic 
crevice 6b from which a bore serves as size becomes depressed, is formed, takes the pouring-in 
opening 6a side to the press actuation by the fingertip of said drum section 2 in the base of this 
crevice 6b, and it is extruded from the body A of a container. 

[0019] the depth of said crevice 6b — the range of 2~7mm — desirable — the range of 5-7mm 
— while constituting in 6mm most preferably, the aperture (month path) of said pouring-in 
opening 6a is adjusted in the range of 4.0mm of phi2.0 mm-phi according to the acidity or 
alkalinity (surface tension, viscosity) of a drug solution. In order to fixed-ize one drop measure (it 
adjusts to the object within the limits of the 25-50-micron liter per 1 in all drop measure), when 
it is acidity or alkalinity with large surface tension, aperture of said pouring-in opening 6a is made 
small, and when surface tension is small acidity or alkalinity, aperture of said pouring-in opening 
6a is enlarged. 

[0020] Furthermore, said inlet 6c is formed using the needle of the path of the range of 0.8mm of 
phi0.1 mm-phi. Although the smaller one of the path of this needle is desirable and about 
phi0.2mm is the most desirable, since it will become difficult technically if it is not much small, 
the needle of the range of 0.6mm of phi0.4 mm-phi is actually used for it. 
[0021] When there are polyethylene, polyethylene polypropylene, polypropylene, polyethylene 
ethylene terephthalate, a polycarbonate, etc. and it screws in male screw section 5a of the body 
A of a container at said cap B as thermoplastics which is a component of said body A of a 



JP,2001-120639,A [DETAILED DESCRIPTION] 



5/11 ^— is 



container, the plug-like projection 8 which carries out [ the projection ] inner fitting to crevice 
6b of this body A of a container, and is sealed is really formed. 

[0022] Since it is common knowledge in the technical field concerned, the manufacture approach 
of the body A of a container before said crevice 6b and inlet 6c are formed is explained briefly. 
The main shaping metal mold 1 1 of the couple equipped with the 1st cavity 10 for fabricating the 
part of the range from the step 4 of said body A of a container in a circle to a pars basilaris 
ossis occipitalis 1 as shown in drawing 2 (b), Where aperture actuation is carried out, the 
subshaping metal mold 13 of the couple equipped with the 2nd cavity 12 for fabricating the 
screw cylinder part 5 and the pouringHn cylinder part 6 of the body A of a container From the 
extruder head 14 arranged in those upper parts, Bali Son 15 of the predetermined die length 
which is a hollow tube-like fritting heat-of^fusion plasticity ingredient long and slender is 
extruded along a perpendicular direction through between both the metal mold 1 1 and 13. 
[0023] Next, as shown in drawing 2 (b), while carrying out closing actuation of said main shaping 
metal mold 1 1, it fabricates, expanding Bali Son 15 according to an entrainment operation or a 
vacuum operation of the compressed air along with shaping side 11a of the main shaping metal 
mold 1 1. As shown in drawing 2 (Ha), the liquid (drug solution) of the specified quantity is filled 
up with this condition from the drugs supply pipe 16. While carrying out closing actuation of said 
subshaping metal mold 13 as shown in drawing 2 (2) after this liquid restoration process is 
completed, it fabricates expanding Bali Son 15 according to an entrainment operation or a 
vacuum operation of the compressed air along with shaping side 13a of the subshaping metal 
mold 13, and shaping and the liquid with which coincidence was filled up are sealed (enclosure). 
[0024] Next, the manufacture approach of the three-way-type type which forms closed-end 
conic crevice 6b and inlet 6c of a minor diameter in the pouring-in cylinder part 6 which is blow 
molding or a point of the body A of a container by which the vacuum forming was carried out is 
explained like respectively. The metal convex die 20 which fabricates said closed-end 

conic crevice 6b by the manufacture approach of the 1 st method shown in [manufacture 
approach of 1st method] drawing 3 (b) - (d), and the metal needlelike die 21 which forms said 
inlet 6c are used. Cone-like shaping projection 20B by which said convex die 20 fabricates 
closed-end conic crevice 6b to the point of anchoring shaft 20A, Shaping side 20C of the shape 
of a bowl which fabricates the peripheral face of the pouring-in cylinder part 6 of the body A of a 
container (the shape of a temple bell) is formed, and it is constituted, and said needlelike die 21 
forms in the point of anchoring shaft 21 A needlelike shaping projection 21 B whose inlet 6c 
formation a minor diameter does, and is constituted. 

[0025] And in the manufacture approach of this 1st method, as shown in drawing 3 (b), a part of 
pouring-in cylinder part 6 which is a point of the body A of a container is heated at a room 
temperature or 70 degrees C - 1 50 degrees C with the 1 st heating means C, such as warm air or 
a halogen lamp, and a laser beam. Although whenever [ stoving temperature ] is based also on 
the construction material of the body A of a container, and a configuration, the temperature 
which the head of the body A of a container softens for a while is desirable. In the case where 
the thermoplastics of the body A of a container is a soft resin ingredient like polyethylene, since 
a point is buckled if it does not heat, it is necessary to heat the part fabricated with said convex 
die 20 at least to the temperature which is not buckled with the 1st heating means C before 
shaping. However, in the case of the resin ingredient and the configuration where a buckling can 
be borne (i.e., when it can be equal to press from [ of the convex die 20 ] container axis X), it 
can fabricate also at a room temperature. 

[0026] Next, as shown in drawing 3 (b), before a part of pouring-in cylinder part 6 of the body A 
of a container heated with the 1st heating means C gets cold, said convex die 20 is pressed from 
container axis X, and the pouring-in opening 6a side fabricates closed-end conic crevice 6b 
which a bore becomes with size to the pouring-in cylinder part 6 of the body A of a container. At 
this time, the weld flash at the time of the blow molding which projects in the peripheral face of 
the pouring-in cylinder part 6 of the body A of a container is removable with bowl-like shaping 
side 20C of said convex die 20. 

[0027] Said convex die 20 very thing is doubled with the configuration and thickness of the 
pouring-in cylinder part 6 of the body A of a container fabricated, and carries out temperature 
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control in 150 degrees C from a room temperature. In consideration of cooling solidification at 
the head of the pouring-in cylinder part 6, the lowest possible temperature is desirable as 
whenever [ stoving temperature ]. It enables it to exchange this convex die 20 simply according 
to the acidity or alkalinity of the liquid with which it fills up. 

[0028] Next, as shown in drawing 3 (Ha) and (d), inlet 6c of a controllable minor diameter is 
formed in a preset value for the amount of drops which presses the needlelike die 21 from 
container axis X, takes to the press actuation by the fingertip of a drum section 2 to the base 
mid gear of crevice 6b formed in the pouring-in cylinder part 6 of said body A of a container, and 
is extruded from the body A of a container. In the formation process of inlet 6c by needlelike 
projection 21 B of this needlelike die 21, the approach of working needlelike projection 21 B with a 
room temperature, and the method of working, after heating needlelike projection 21 B are 
proposed, the configuration of inlet 6c which forms the approach which should be adopted, and 
the configuration of crevice 6b — it is chosen, corresponding [ being carried out and ] to 
conditions, such as a configuration of others of a container, and construction material, a 
manufacturing cost. As whenever [ stoving temperature / in the case of requiring heating ], the 
temperature of the needlelike die 21 to which the resin of container construction material fuses 
needlelike projection 21 B at least, and the range of 130 degrees C - 180 degrees C are suitable. 
[0029] The 2nd heating means D, such as high-frequency induction heating, a halogen lamp, and 
warm air, perform heating of the needlelike die 21, and anchoring shaft 21 A which is the root of 
the needlelike die 21 is constituted so that it may cool with the cooling means E, such as a 
water jacket and the compressed air. And when said needlelike die 21 is cooled by even 
predetermined temperature, this needlelike die 21 is sampled along the direction of container 
axis X from the pouring-in cylinder part 6 of the body A of a container fabricated by the 
predetermined configuration. 

[0030] Said needlelike die 21 may perform plating or Teflon (trademark) coating, and surface 
treatment of special plating to a front face in order to improve the detachability of resin, and a 
mold-release characteristic. As for this surface treatment, what does not exfoliate simply [ can 
bear an elevated temperature and ] is desirable. 

[0031] By the manufacture approach of the 2nd method shown in [manufacture approach of 2nd 
method] drawing 4 (b) - (d), the metal convex die 20 which fabricates said closed-end conic 
crevice 6b, and the metal needlelike die 21 which forms said inlet 6c are used like the 1st 
method. Said convex die 20 forms in the point of anchoring shaft 20A only cone-like shaping 
projection 20B which fabricates closed-end conic crevice 6b, and is constituted. Moreover, said 
needlelike die 21 Needlelike shaping projection 21 B which forms inlet 6c of a minor diameter in 
the point of anchoring shaft 21 A, Shaping side 21 C of the shape of a bowl which fabricates the 
peripheral face of the pouring-in cylinder part 6 of the body A of a container (the shape of a 
temple bell) is formed, it is constituted, and root partial 21b of said needlelike shaping projection 
21 B is further formed in the cone configuration in alignment with crevice 6b formed in said cone- 
like shaping projection 20B. 

[0032] Although it constituted from the 1st method so that the weld flash at the time of the 
blow molding which projects in the peripheral face of the pouring-in cylinder part 6 of the body A 
of a container at the time of shaping by the convex die 20 might be removed as shown in 
drawing 3 (b) It constitutes from this 2nd method so that the weld flash at the time of the blow 
molding which projects in the peripheral face of the pouring-in cylinder part 6 of the body A of a 
container at the time of shaping by the needlelike die 21 may be removed, as shown in drawing 4 
(Ha), and the other configuration is the same as that of the 1 st method. 

[0033] The metal single die 22 with which the convex die which fabricates said closed-end conic 
crevice 6b by the manufacture approach of the 3rd method shown in [manufacture approach of 
3rd method] drawing 5 (b) - (d), and the needlelike die which forms said inlet 6c are really formed 
is used. While this single die 22 forms cone-like shaping projection 22B which fabricates closed- 
end conic crevice 6b to the point of anchoring shaft 22A, and shaping side 22D of the shape of a 
bowl which fabricates the peripheral face of the pouring-in cylinder part 6 of the body A of a 
container (the shape of a temple bell) Needlelike shaping projection 22C which forms inlet 6c of 
a minor diameter at the head of said cone-like shaping projection 22B is really formed by 
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concentric voice, and it is constituted. 

[0034] By the manufacture approach of this 3rd method, as shown in the drawing 5 (**) and (##), 
the head side of the pouringHn cylinder part 6 of the body A of a container is not heated, but 
after getting cold even in a room temperature, needlelike shaping projection 22C which forms 
inlet 6c of a minor diameter is pierced to this side which forms crevice 6b to the head of the 
pouringHn cylinder part 6 of the body A of a container also with the fabricated temperature (70 
degrees C - 80 degrees C). 

[0035] Needlelike shaping projection 22C which was able to be pierced at the head of the 
pouringHn cylinder part 6 of the body A of a container is heated by the high-frequency- 
induction-heating means which is an example of the 2nd heating means D, as shown in drawing 5 
(Ha), the range which near the temperature which a container ingredient fuses is desirable as for 
whenever [ stoving temperature ], and is usually 120 degrees C - 200 degrees C — it is 
preferably controlled near 160 degree C. The single die 22 equipped with needlelike shaping 
projection 22C and cone-like shaping projection 22B is pushed in 8mm from 2mm, being heated 
as shown in drawing 5 (d), and it fabricates closed-end conic crevice 6b, pressurizing so that the 
head side of the pouring-in cylinder part 6 of the body A of a container may be compressed from 
container axis X. 

[0036] Although the deeper one of pushing of cone-like shaping projection 22B of this single die 
22 is desirable, it considers as the range of 5-7mm from a technical issue. At this time, a vent 
hole may be established in the single die 22 so that air bubbles may not go into the point of the 
pouring-in cylinder part 6 of the fused body A of a container (since the resin of a point is fused 
thoroughly, deflation is the need). 

[0037] As shown in drawing 1 1 (b), anchoring shaft 22A which is the root of the single die 22 is 
constituted so that it may cool with the cooling means E, such as a water jacket and the 
compressed air. And when said single die 22 is cooled by even predetermined temperature, this 
single die 22 is sampled along the direction of container axis X from the pouringHn cylinder part 
6 of the body A of a container fabricated by the predetermined configuration. 
[0038] Said single die 22 may perform plating or Teflon coating, and surface treatment of special 
plating to a front face in order to improve the detachability of resin, and a mold-release 
characteristic. As for this surface treatment, what does not exfoliate simply [ can bear 280 
degrees C or more, and ] is desirable. And closed-end conic crevice 6b by the side of the point 
of the body A of a container fabricated by which manufacture approach of the 1st method to the 
3rd method and inlet 6c of a minor diameter have a function as an inside plug. Improving 
prevention of air bubbles biting and the piece of air bubbles is mentioned in one stable drop 
measure and one drop of drop. Moreover, also in the 2nd method and the 3rd method which were 
mentioned above, in the formation process of needlelike projection 21 B or inlet 6c to 22C 
Depend, as mentioned above, it is also possible [ after heating needlelike projection 21 B or 22C 
with the 2nd heating means D, it was working, but ] not to perform such heating depending on 
the case, but for inlet 6c to form using needlelike projection 21 B of a room temperature 
condition or 22C. 

[0039] Next, the manufacture machine used for the manufacture approach of said 1st method to 
the 3rd method is explained. The conveyance supply means F which carries out installation 
conveyance of blow molding or many bodies A of a container by which the vacuum forming was 
carried out in accordance with a straight line-like supply path as shown in drawing 6 - drawing 
11 A container feed means G to convey the body A of a container by which installation 
conveyance has been carried out in accordance with a radii-like feed path from a top thing with 
this conveyance supply means F It pinches near [ which has been fed from this container feed 
means G ] the body A of a container a shoulder or near it. A pinching migration means H to 
transport in accordance with a radii-like pinching migration path in the horizontal direction and 
the condition of having prevented migration in a lower part at least of this body A of a container 
A container delivery means J to receive the body A of a container after processing transported 
in accordance with the circular pinching migration path of this pinching migration means H, and 
to transport in accordance with a radii-like delivery path is established. 

[0040] While a 1st heating means C to heat a part of pouring-in cylinder part 6 which is a point 
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of the body A of a container is arranged by said container feed means G, moreover, for said 
pinching migration means H A change means K to change the convex die 20, the needlelike die 
21, or the single die 22 with which it is selectively equipped free [ ****** ] to the point of the 
body A of a container by which pinching migration is carried out with this pinching migration 
means H to a position in readiness and a fabricating-operation location, and to operate it The 
inside of the body A of a container by which pinching migration is carried out by the pinching 
pawl of the couple of said pinching migration means H, The alignment means L changed to the 
condition of being attached outside from container axis X to the part by the side of the head 
which projects from the pinching pawl of a couple, and the standby condition from which it was 
made to secede is arranged. Furthermore, the high-frequency-induction-heating means D which 
is an example of the 2nd heating means which heats the needlelike die 21 or the single die 22 
which is a die in the middle of is established. [ the circular pinching migration path of said 
pinching migration means H ] 

[0041] actuation sprocket which can be freely rotated to a machine frame 24 by the 
circumference of the axis-of^abscissa heart interlocked with the electric motor 26 to the 
longitudinal direction both ends of the mounting **** conveyance frame 25 as said conveyance 
supply means F is shown in drawing 6 (not shown) While winding the endless conveyance object 
29 which prepares the driven sprocket wheel (not shown) which can rotate freely by the 
circumference of the axis-of-abscissa heart, covers said both sprockets, and carries out 
installation conveyance of many bodies A of a container The conveyance guide plate 30 of a left 
Uichi pair which carries out conveyance advice of the body A of a container on the endless 
conveyance object 29 is formed, and it is constituted. 

[0042] As said container feed means G is shown in drawing 6 and drawing 7 , at the periphery 
edge of the actuation rotor plate 34 by which is interlocked with an electric motor 33 and an 
actuation revolution is carried out by the circumference of the axis-of-ordinate heart While the 
top body A of a container sent out from said conveyance supply means F forms two or more 
concave attaching parts 35 entered and held at constant pitch along with a circumferencial 
direction The installation guide plate 36 which catches the pars basilaris ossis occipitalis of the 
body A of a container held in said each attaching part 35, and carries out migration advice, and 
the migration guide 37 which prevents the ejection migration to the method of the outside of the 
radius-of-gyration direction of the body A of a container held in said each attaching part 35 are 
formed, and it is constituted. 

[0043] Said 1st heating means C is used only at the time of manufacture of the 1st method and 
the second method which were mentioned above, and is constituted as follows. As shown in 
drawing 6 and drawing 7 , namely, the inside of the actuation rotor plate 34 of said container 
feed means G, To each of the part (with the drawing concerned, it simplifies and only one place 
is indicated) corresponding to each attaching part 35 Where migration energization is carried out, 
while forming the rise-and-fall frame 40 which equipped this actuation rotor plate 34 with the 
rise-and-fall guide shafts 40a and 40b of the couple which slides in the vertical direction along 
with breakthrough 34a of the couple by which penetration formation was carried out in a descent 
side by the compression coil spring 41 The thermal insulation plate 42 which can be attached 
outside free [ desorption ] is attached in the upper part of each of said rise-and-fall frame 40 
from container axis X to a part for the bottom flank of the pouring-in cylinder part 6 of the body 
A of a container held at the attaching part 35. 

[0044] moreover, at the supporter material 44 by the side of the machine frame 24 which carries 
out a response location on the rotation migration locus of the roller 43 formed in the lower part 
of each of said rise-and-fall frame 40 When it feeds into the container delivery location to the 
pinching migration means H and is conveyed from the container supply location of the 
conveyance supply means F, When it is made to descend to the thermal insulation operation 
position in which outer fitting of said thermal insulation plate 42 was carried out to a part for the 
bottom flank of the pouring-in cylinder part 6 of the body A of a container, and returns to a 
container supply location and is conveyed from a container delivery location, The cam member 
45 which raises the standby position which resisted the elastic stability of said compression coil 
spring 41, and estranged the thermal insulation plate 42 up is attached free [ height control ]. 
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[0045] Furthermore, the hot blast supply pipe 46 which supplies 200 degrees C - 500 degrees C 
hot blast is formed in each of the part corresponding to each attaching part 35 among the 
actuation rotor plates 34 of said container feed means G to the crowning of the pouring-in 
cylinder part 6 which is a point of the body A of a container held at each attaching part 35. 
[0046] Said pinching migration means H is the periphery edge of the actuation rotor plate 51 by 
which is interlocked with an electric motor 50 and an actuation revolution is carried out by the 
circumference of the axis-of-ordinate heart, as shown in drawing 6 , drawing 8 , and drawing 10 . 
To and two or more each (with the drawing concerned, it simplifies and only one place is 
indicated) which separated predetermined spacing to the hand of cut The actuation shaft 42 of a 
couple which can rotate freely by the circumference of the axis-of^ordinate heart parallel to the 
revolving-shaft heart of the actuation rotor plate 51 is supported. In the upper bed section of 
both the actuation shaft 42 While attaching the pinching pawl 43 of the couple equipped with 
pinching side 53a of a semicircle arc for pinching in the state of fitting horizontally to the neck 3 
used as the circular-sulcus section of the body A of a container Outer fitting immobilization of 
the gear 54 which carries out engagement linkage mutually is carried out, and the fluid cylinder 
56 which carries out closing motion actuation of the pinching pawl 43 of said couple between the 
operating arm 55 which fixed in the soffit section of one actuation shaft 42, and the actuation 
rotor plate 51 side is further constructed over said both actuation shaft 42. 
[0047] Moreover, the installation sliding guide plate 57 which carries out sliding advice of the 
pars basilaris ossis occipitalis 1 of the body A of a container by which pinching migration is 
carried out at said both pinching pawl 43 in the state of installation, and the migration guide 
member 58 which prevents the ejection migration to the method of the outside of the radius-of- 
gyration direction of the body A of a container by which pinching migration is carried out at said 
both pinching pawl 43 are prepared. 

[0048] and where the neck 3 of the body A of a container is pinched by the pinching pawl 43 of 
said couple Since it is in the horizontal direction and the condition of having prevented migration 
in a lower part at least of this body A of a container While alignment precision with the convex 
die 20, the needlelike die 21, or the single die 22 with which the body A of a container and said 
change means K are equipped free [ ****** ] becomes high Lowering of the process tolerance 
of closed-end conic crevice 6b resulting from the elastic deformation in the direction of 
container axis X of the body A of a container accompanying press of a die and inlet 6c of a 
minor diameter can be controlled. 

[0049] As said change means K is shown in drawing 8 and drawing 9 , the inside of the actuation 
rotor plate 51, To two or more each (with the drawing concerned, it simplifies and only one place 
is indicated) corresponding to each ******** 43 The movable frame 60 by which both-way 
migration is carried out is arranged in the radius-of-gyration direction and the vertical direction. 
To two places of the radius-of-gyration direction of head side anchoring section 60A of this 
movable frame 60 While attaching two holder cylinder axes 62 which went caudad and were 
equipped with shafting arrival opening which carries out opening free [ desorption ] through a nut 
63, to shafting arrival opening of each of said holder cylinder axis 62 Screwing wearing of the nut 
61 which holds selectively anchoring shaft 20A of the convex die 20, anchoring shaft 21 A of the 
needlelike die 21, or anchoring shaft 22A of the single die 22 free [ a replacement ] has been 
carried out. moreover, for the rise-and-fall block 64 held free [ sliding 1 two level slide shafts 
60B of said good repere mobile 60 The vertical slide shafts 65 and 66 with which two die length 
which slides free [ rise and fall ] to the actuation rotor plate 51 differs are extended caudad. 
Among those, while connecting the soffit section of the long vertical slide shaft 65 with the rise- 
and-fall connection object 67 which can slide freely in accordance with the rise-and-fall guide 
shaft 68 of the couple in which it was prepared by the machine frame 24 The screw shaft 70 
screwed in the crosswise mid gear of said rise-and-fall connection object 67 from the upper and 
lower sides The electric motor 69 fixed to the machine frame 24 is interlocked with, and the 
hydrostatic pressure cylinder 71 which makes the slide migration of the movable frame 60 carry 
out in the radius-of-gyration direction to said rise-and-fall block 64 is further attached in said 
actuation rotor plate 51. 

[0050] The axis of the 1st holder cylinder axis 62 by the side of the short length located in the 
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method of the inside of the radius-of-gyration direction among said both holder cylinder axes 62 
It is constituted so that it may agree with the axis X of the body A of a container pinched by the 
pinching pawl 43 of a couple. In carrying out shaping actuation of the convex die 20, the 
needlelike die 21, or the single die 22 with which the 2nd holder cylinder axis 62 by the side of 
the long picture located in the method of the inside of the radius-o^gyration direction was 
equipped selectively You carry out actuation control of said hydrostatic pressure cylinder 71, 
and the axis of the 2nd holder cylinder axis 62 makes it slide to the location which agrees with 
the axis X of the body A of a container pinched by the pinching pawl 43 of a couple. 
[0051] Moreover, in carrying out shaping actuation of the convex die 20, the needlelike die 21, or 
the single die 22 with which said both holder cylinder axis 62 was equipped selectively, actuation 
control of said electric motor 69 is carried out, and only the specified quantity drops the 
movable frame 60, and from a position in readiness, a die is changed to a fabricating-operation 
location and it operates it. 

[0052] As said alignment means L is shown in drawing 8 and drawing 1 1 , in the upper part of the 
movable tube-like object 75 sheathing of the slide migration of was made free in accordance 
with said vertical slide shafts 65 and 66 While attaching the annular solid 76 which has 

formed fitting hole 76a attached outside from container axis X to the screw cylinder part 5 of 
the body A of a container pinched by the pinching pawl 43 of a couple Between said movable 
tube-like object 75 and machine frame 24 sides, the hydrostatic pressure cylinder 77 which said 
#### annular solid 76 is changed [ cylinder ] to the alignment location which fits into the screw 
cylinder part 5 of the body A of a container, and the position in readiness which the upper part 
was made to estrange, and operates it is attached. 

[0053] As shown in drawing 1 1 (b), while the water jacket 80 which constitutes the cooling 
means E is formed, the feed water communication trunk 81 which supplies cooling water to said 
water jacket 80, and the wastewater communication trunk 82 which discharges the cooling water 
in a water jacket 80 are formed in each of said both holder cylinder axis 62. 
[0054] And it pinches near [ where the liquid is filled up into shaping and coincidence with the 
seal condition like the above-mentioned ] the body A of a container a shoulder or near it. A 
pinching migration means H to transport in accordance with a path in the horizontal direction and 
the condition of having prevented migration in a lower part at least of this body A of a container 
When a change means K to change the needlelike die 21 which forms the convex die 20 which 
fabricates said crevice 6b with this pinching migration means H to the point of the body A of a 
container by which pinching migration is carried out, and said inlet 6c to a position in readiness 
and a fabricating-operation location, and to operate it is established, the following operation and 
effectiveness are done so. 

[0055] Namely, the body A of a container made from thermoplastics (body of a container of a 
bottle pack mold) with which the liquid is filled up into shaping and coincidence by blow molding, 
a vacuum forming, etc. with the seal condition is used. Although a head side forms in the point of 
this body A of a container directly closed-end conic crevice 6b which a bore becomes with size, 
and inlet 6c of the minor diameter for controlling the amount of drops extruded from the body A 
of a container at a preset value, therefore It can both take to press actuation of the body A of a 
container by existence with closed-end conic crevice 6b and inlet 6c of a minor diameter as if 
there is' little metal mold for manufacturing the body of a container as compared with the 
opening instillation container using the inside plug member which it injection molded and it ends, 
and dropping administration of the liquid of a constant rate can always be carried out certainly. 
[0056] And the point of the body A of a container by which pinching migration is carried out with 
said pinching migration means H is received. In case the convex die 20 and the needlelike die 21 
are changed to a fabricating-operation location, are operated from a position in readiness and 
closed-end conic crevice 6b and inlet 6c of a minor diameter are formed, it pinches near the 
body A of a container a shoulder or near it with the pinching migration means H. the horizontal 
direction of this body A of a container — and, while alignment precision with the body A of a 
container, the convex die 20, and the needlelike die 21 becomes high, since migration in a lower 
part is prevented at least Lowering of the process tolerance of closed-end conic crevice 6b 
resulting from the elastic deformation in the direction of container axis X of the body A of a 
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container and inlet 6c of a minor diameter can be controlled. 

[0057] Therefore, cheap-ization of the manufacturing cost which is the advantage which the 
body A of a container of a bottle pack mold has can be promoted more, aiming at improvement in 
the process tolerance of closed-end conic crevice 6b for taking to press actuation of the body A 
of a container, and always carrying out dropping administration of the liquid of a constant rate 
certainly, and inlet 6c. 

[0058] Moreover, when the alignment means L changed to the condition of being attached 
outside from container axis X like the above-mentioned to the part by the side of the head 
which projects from the pinching pawl 53 among the bodies A of a container by which pinching 
migration is carried out by the pinching pawl 53 of said pinching migration means H, and the 
standby condition from which it was made to secede is established, the following operation and 
effectiveness are done so. 

[0059] To the part by the side of the head of the body A of a container pinched by the pinching 
pawl 53 of said pinching migration means H namely, by carrying out outer fitting of the alignment 
means L from container axis X Alignment precision with the body A of a container, the convex 
die 20, and the needlelike die 21 becomes still higher, and improvement in the process tolerance 
of closed-end conic crevice 6b for taking to press actuation of the body A of a container, and 
always carrying out dropping administration of the liquid of a constant rate certainly and inlet 6c 
can be promoted. 

[0060] furthermore, when a high-frequencyHnduction-heating means D to heat a die in the 
middle of the pinching migration path of said pinching migration means H is established like the 
above-mentioned With the high-frequency-induction-heating means D established in the middle 
of the migration path, carrying out pinching migration of the body A of a container continuously 
with said pinching migration means H Since a die can be quickly overheated even to even 
whenever [ setting-out stoving temperature ], the improvement of the yield can be aimed at 
further, promoting improvement in manufacture efficiency and process tolerance. 
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Mft: ^*»ttttT?3(l5* * tit V n SBWStt«l-AfltOSI» 
Si^ffro^SBir, 5fe««!lJSf rtS*5^i:ft5*Jicn« 

«B*flc**SSr* «>©Aa^ft < r*tfi 4: t> 



( 4 

5 

mms®Mv<mxft3* a tix v >s z>ft jmb , 

i--5. io 

[0014] *&w<Dn&j%s\zj:&mn&m®m<oM 

©3feSi: frBS r. k &XZ 5. 

[0 0 15] *»W<Pf»*«9K:J:3§BPj6BIS3§©SiS 

-ftm&istix^zm-cDf&Mm&m^x* w*o>9cM 

[0 0 16] 

So 

[0 0 17] fulE^Si^ttAli, P»9«i:H*i»-r-5R«MK 
©HESBli:, iftroJSfilc^fcS^RimfcwjlHS^ 
mffi&2<Dm&&2 ate5gtti-SR«tt©ir»3 

k. *ur»3o±«{flr«*>6ieffi^fii^.*fc»a-r«n 
ffiztc&wiffine kfabm&ztix^zk ki>\z^ gins 

©!) ^3 a2S-ft:^£*vr^.5. 
[0018] «ne»«*f*:A«>i£ffifKA 6 affin 

K ± S J¥ E »flM£»ft-C*»** A lb Jf m S ft 5 
fi£&£g£$fl^f|gfc/J^<oajK?l6 c2^j&£ftT 

[0 0 19] f9l5DD?5 6 b C0gg$« 2 ~ 7 mm£D@ffl, 
$J*L<(4, 5~7mm©«l, ft»$L<ll6mm 

K^-rst ir-Mc, ttiiEa?aep6 a^p^ (pts@) so 



4#PH 2 001-120639 
6 

«\ HfKOi&tt (*ffiSR#, K&frikX * 2 . 0 

mm~ <t> 4 . Ommro^ffl-ClSS-rSo 1 ?B*?r— 
(S^Jjc-g-fc-frT lJSft^fct) 2 5 — 5 OS^nyy 

huis^p 6 a (DQ&&'h£ < u mmwch 

^/h$v>Mtt<D«-g-« x gtilsa^P 6 a <op^?r^:tr< 

[0 0 2 0] Htil5ajR?L6 c(4, *0. 1 mm~ 

0 0. 8mm(D$SB<£>@©$f£r/BV^T7£j&1--5 0 
<£>@tt v /J^l^^Sf* L< , 00. 2mmlSiift 

H^l-lis *0. 4mm~<f»0. 6 mm £>$5ffl(£>$f £/B 

[00 2 1] WE««*f*:AOfl|*H-»-efc51»pr]Btt 

— K #y ij—K*— hm*h*). 47b, 

««*#A©nfl« 6 b fcrt*LTl6*H-at£*Mfeie 8 2? 
— #ff2j&£ftTV^ 0 
[0 0 2 2] fltil5|yia56 b£.T*Q^?L6 ciij&f&ZtlZ 

W}<D®m*#A<ommj3mz^xtt. g&mf&wvi 
«nE3e»*#Aonaitt«»4*»6js<Bi 

*«x.fc-»©±jj6MSl l *«#«:a©*s?« 
gB5S.t/afS^gP6S:^-r5fcfero^2=¥ J f fT 1 ^ 1 
2*fl|^fc-»roliJ^4kMl 3 t5rP3#f^K)$-e:fc^ 

i5?^Ml 1, 1 3ra&»LT«jt;fr6]fc»oTiWfi 

©^y y>-i 5?rJ¥tb-r. 

[0 0 2 3] J2 (n) M^-Tipl^ MG±A 

Mil lSrHCfWli**5i:i:t^ 
^^•i¥mx\tM^m\zXoX. MMll 1©« 

siiat?&ot^yyyi5 *^!S $ -frfta* ^^-r 

5. wO^ffi-C, 0 2 (^) |d^-rj;5^, IS^tt^ 

1 6*»fegf**©*# (Mm «:5fiE*i-5. rcD^fls^E 
*XSi^T-t-Si:. 0 2 (r) tc^-t-ipjc. BtrfBIiJ 
«Ml 3?rKCf^»^*5i: kh\z.. JEifil^O^ 

[00 24] jJcic, Jbi^co$n< /B-MXiiX» 

^nfc^WA^ffiasT-fcsa^ia^ 6 [c^-jsr^ 

^OHSB6 bfi.05/hSroa»7L6 c«t5ZK© 

*&] S3 ~ (=> iCTjk-r&ittoMmnmx 
ii. B5is*jsn^(0[MiS5 6 bsr^-rs^jusa^ta^ 
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1 b SrJBVN*. flMEC^rtJjfa 2 0 14» 
**2 0A(O$fcSBSUfc, *JttHi*:|K©!H«6 bfcjfcfcH-S 

J^bT«^$^r*Jt), 4fc, liui5£WJ&^2 1 14, 
&ttttttl2 1 AOSfeilH&fc, c»rirt-5 

[0025] ^ut, ^(Dmi^^mm^mx'ti. m 
•^-ftn^osg i iota^ec -c^iaxtt 7ot~i5ot 

£2>*K «##A©5fc*#d>L*ft-raatfjJSM*L 
v\ ^H*frAro^pran±*t)|sfis, atfyxf 

»**t«»tt«r, A7rar(cjiiiAiM^ttc-paabftv» 

JB»*K»«M*«>*S\ apt., GWS2 0©gg«iS 

[0 0 2 6] Zfclr. El 3 (n) 5 Klft 1 fllMfc? 

ftv*9felc, ftil50^^2 0Sr«SWi»x*-|fijA»t> 

^##A«&^fSgl$6?5:^ffif;^fflL-CV^.3:/ 

[002 7] stiiEia«^M2 o ifrta. da»s*ts* 30 
1 5 owmmxmmmw-rz. tmtiL&k\*x&.wm 

[0 0 2 8J i3 , (-) tc^-r i 5 
BUIE^|§*«:A<0^fSia5 6lil^^tV^i|!aifI5 6 b <D& 

^ibJfL^r, M«2©ttftfcJ:5J¥ffi»ftMa*h.-C* 
Sg*frA^f,}ftiJ^ix5»?giSr^SlcW5r«g/j:/h 40 
g<£>£?j£?L 6 c Sr^1-5o £ 0>*M*J*»S 2 1 (£>$tt* 
^fi2 1 B»CJ;SatS7L6 c tD^ISlcJo^T, ft-** 

^2 lBMiaof stMts^st, *ftt&£2 

m&t LTtt, #MKj£?BS2 1 <D'>ti< b t>tttt*fi2 
IBS:, ^3§#«co#Ig;iSi§iH-5mg, 1 3 0t~ 1 

8 oxzn&miwmx-foZo 50 
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[0 0 2 9] *H*j*9gS2 1 coiP^Ji, iKAttftaicAi 
£h Anyy?^ SS.^(D^2J0SRl^gD^J: Off 
V\ tHKdUm2 I©l*«-C*>5aft»ttt2 1 Ate, •> 

3 4? KflUfc-fS. t Lt, MEtHRjttga 2 1 asjjffjfe 

»ttfcrit»**Lfc*«*(*:A©a««aB6 d>b*IMlMR 

[0030] ttE*M*i&»& 2 i it, mmomffivk, m 

ffi ¥ I - f4 B L * v " t <D i 5 S * L V ^ 
[00 3 1 ] C*2 36r*o«J6*ife] H4 (W) ~ 
(=) lc^-rSg2^©§Sig;frjfc-m, fl^^ 

«f2 0 irSulsa^7L6 c Sr^t5^IKff)W 

fi2i b*m^z> 0 uwEi2i*t*»a2 ott, stf+ittt 

2 0AO3feiS«fc, *j£Rfi«©[H»6 b*rriS^i-5P3 
ifctK/£7&3&g 2 O BCD^.Sr^UTSfig^^T*3*), * 
fc, lME*HRjftff£2 1 »4, St#tf«l2 1 K<D%nU 
Id, /hSwa^?L6 c Sr^-t-6tf«JES^jg2 1 B 
8#*#AQ&mMB6 0*jqB^j&g-rS«M* 

mjlSft^^®2 1 B<Of+ltfe0i5^2 lbtt, ffi 
fBRgMtofc^jg 2 0 B JC-C^S jxfcDflSP6 b l-ft 5 

[0 0 3 2] Il^Sm III 3 (d) JC^-TJ:^!-, 
i£b^^S!2 0lc±5^«F^, SS*«sA©a^fgi*|j 
6co^Jlffi{c?§t±5bTv^yo-^^o5^y £Bfc*-r 
-5 4 5(-#j^Lrt^ v :<oi2*am 0 4 (^) 
5lc, «HKA»a2 l m J: 

A©afiKfissiJ6o^ffi^ta ltv>s^o— mm<o 

mm*. mittbm—x~hz>. 
[0033] cm 3 *s:rosa3e^] BO 5 (-f) ~ 
(=1) jc^-rm3^s:ro«5tSrfe-ci4, SfriE^i£R»« 

OD3*6 b«rJ*»-t-5i2i«JiBBa4:J)WEa*?L6 cSrJB 

<omm.2 2$;m^z> 0 ;o*-«2 2ri> scftJt 

«2 2AW^feffi^fc, «-£F9l»K«>PaA6 bSr^Jg-r-5 
RSI^^^e 2 2 B b , ^§g*^A<oa^fSgiJ 6 
flB5«rdt»i-a»tt («3!?®«) ©«2 2Dt^f 
^•TSirtfcJC, S5fER^^^g2 2 B ©$fc«l£ 
14, /hS(0^«?L6 c *Bm-%&K&M3m.2 2C& 

mK&mx-#&i&vxm&&ixx^z>o 

[003 4] '(Dm 3 ttVM&JjmXtt. IS 5 
(-<) , (n) \Z^-Ti.olZ. SS**ACOa^fSgS6 
W5feiS{B!lSriD^-a:-r, fSMZIMZfflg. (7 0*C~8 0 
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[0 0 3 5] ®g§>fc{*:A<D&*£iSiS|5 6 W5fca£l£3S% 
ftfc^#J&^ig2 2 HI 5 ^-r±5(-, 

3*3* l < , mn i 2 o ic~ 2 o o u < 

(i, 1 6 0"C#3fiT-S!l^l$^5o «*J*»3&e2 2CS 
tFnttRAXFKH 2 2 B *«*.fc*-riE»M 2 2li % B 10 
5 (— ) iC^-fipK, J0icfH!ia s b2mm^b8m 

[0 0 3 6] :Of-MS2 2(0RIMf^g2 2 
~7mmO@|i:t5. roH, iglt Lfc^Sl^tfcAcO 

^mm-f-^<ox\ „ 20 

[0 0 3 7] &-rfLmm2 2<Dtt&X'ibZ>mttl?W2 2 

Ate, mil l^-f <k it* try 

5. ^lt, wi&m— 2&mi£mnz-2i-?#im 

fc»»*#A©jS*1lf«6a»6««*lJ»X*lSUC»oT 
[0 0 3 8] l&EHl— j£»a»2 2H\ WJg<a»INM±, H£ 

-^-fK^, »»>y*o*iiji!!a*tLrfcAv». r 30 

Otffi*ai(i, 2 8 O'CfiiJi^W^'Sr A» 

^2^tm3^5i:iC*3V>Tfc, £W?&g2 1 BXIi2 
2C«tSa«?L6 c K>^Xig|C*iV^, £Hfc^jg2 1 

bxi42 2czm2mm ; £&mzj:'oxija®tLxfrL>i¥ 40 
b t£tom&nt>-f. mm^m(o^mm2 1 BX112 2 

[0 0 3 9] jfclc, «nEJ|U#^»&»^3^©«3to6r 
&K:;Bv^Jx5S}i&Bil-ov^tft^1-.5 0 0 6~iai 1 

sstt»#«Ffc, **»iwe#&FfcT«iBi»ss;h.-c 

# fc«B*«t AS: jfeW© t f> nttRo&a&SBlc 
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SGd»P>2lii*tLT#fc^S*»AroM$|5Xf4-¥r<Oj5< 
£&J#LT, K*«*#A©*¥#lR>»t«>*< £ fcT 

mft&ft&mmmzfe^x&mzttxK zmt.&cd®& 
##a £gfti&o r P3 sMfcossm um&ic»o t»2&-*- 

[0040] Sfc, 8MB#»i3ti&*¥&G»:itt, 
#A©^fe««-efc*a*tt» 6 <£>— IfUSriDfgi-rSS 1 an 
m^mctf&mZixX^Zkk fctc, hub5«»^#© 

2 0 xtmyitfMzm 2i«i< tem-f&mm 2 
2 &&m&w t mmnajasLm k Kmmz-ftm mtzwrn 

-^fS2 2«rJni^-r-5»2iP^#SO-0!|T-fc5ii5^ 

[004 1] aNEtttiSIKimtFHu 0 6 IC^i" «t 9 

8M$2 4K8t#t,ixfcae^7u— A2 5rog?*iRi 
fflflWMC ^2 6fC»i6Sttfc«H*^Dt?Ii] 

ttCJ^i-Stt*MK£#2 9 ^#[5I-r5 i: i: t>K. «4S 
«(t^2 9 Ji(OSS**A5:as^rt-rsiE*-»(D^ 
KtB3 0^ttr«^^nr^5 o 

[0 0 4 2] HSfB3g$§a!!)i*#SGttu HI 6 , 0 7 IC^ 

-r i o m.m^—$ 3 3 Lr^tt^ji 9 t-jpi& 

^Fd^SltB^^-C< 53feSgro5S«**AiSA*)3i*- 
{*^$tv5^«<0[ia«^»lFP3 5*R^[p]^?&o-C 

* ixtz-m&tt a © jiEse ?r§ ttih ft T^iuss r -5 
*«*{*A©@tei|£a^^>tF^wtfertiau»»«riaji: 
[0043] flwajBiftwi^acri, gtF^ufc^i*-s 

j5cco±5l-#^*ix-Cv^. IP^., E6, S7fc^i-J: 

5»-. 8triE^SKaiii^eG«3ffii6ieife«3 4^5 *>, 

#«^pgP3 5^*f^-T5g15© (SSEl2ffi-C»*«SlfrftU-C 
— @3fft:ftlE*LTfce) <D&#\Z^ KlEiblHlfelS 3 4 
fcJCiS»J«**bfc— *J"WKii?L3 4 a KftoT-bT^rS] 
\zmm-TZ—*i<D9l-fem KM 4 0 a , 4 0b £fS;t;fc 
#»#4 0£, ffiiS|3-Y/^7 p U >-i/4 1 ICTTI^fflU- 
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[0 0 4 4] liulE##&#4 OWTSSlCfSltfcn 

-743 <©[Hlii^l!jtiii^»c*fi4;fi!:«-r5«#2 4{i!i©3: 

# > IftlSftJI&tK 4 2 £r2§S*#A©ay£18ig? 6 ©StcW 

ffifig=i-</W*:/y >^4 1053¥tt«5c*fd^:U-CiSfRiffi 

5 £ Si S M« g «E K Ifrtt It T *> 5 . 
[0 0 4 5] Htc, mefftt%&*¥ftG0UftlBl«E 
34©5*>. «-&£f8P3 5 ^^i-5SPffi<Oi&>«r titt, 

*»«f»3 5lc«»*ixfc*»3|c#A05te»W-t?*>5ft 

?^fijgB6(0]ia5(i*fLT, 2 0 0t~5 0 0tOiBi 
fMM- 5 fKA^ff 4 6 £18 ft X fc 5 . 
[0 0 4 6] WiEifcjfi&Si^KHW:, 0 6, 0 8, Si 20 

ttWWKfcbT— «M«»te«bT*>S) ©#*K, Rib 
ENEC 5 i oiatMro fc Vff ftttNttJQ 0 T-nilb i «e 4 
— *fofn»tt4 2SrX*U PffnM4 2 ©JiSfSSSfc: 
It, SS^frAoJS^StSiJi^S-ar^sicWLTTK 3 ) 2 * 

a &ffiz.tc-M(Dm&JK4 3 £&ttlt-5 £ t fclc, 8&1B 
Mf£»*iii4 2KI3, =¥-f 5 4 £r*M& 30 

B«U SIC, — *OfHft*»4 2©T*«PfcB»Ufcff 
!&T— a 5 5 b&Wim&&L5 lfl!li:©ilBlc, StrlS— *f© 

M^/n.4 3t:mwfm^*^m#^ii >-?s 6&3sis:l 

[0 0 4 7] IMBjififcttiM 3tC*tta&&it& 

^S**A©iiE^ i 4rttgtt«i-eiSi()^rt-r s*B*f id 

<f-f MR 5 7 i, «WBPS*H«fll4 3 

s+ftAoiaeimg^rfii^*^ ©sit a uM&fciajhi- 

[004 8] * LT, *WB— ttWifeJMU 3 40 
A©tfSiS 3 «r«E* A<DykW-Ji 
|tOXlW>tt< tt>T*^©»»«riajl:Ufc*ttK:*>5*> 

b, «s**Atiwa«i»^SKte##jte«EicsMrs 

*i5 flttdBBfi 2 0 XfittWRj&BS 2lfl< ttm—A 

©#JElc:# 5 «W**AO*«*Mlix#«iT©flM4*» 
tefiBa-f-SffJKPJifcRroiyifte b £tf/h&©i£JK?L 6 c 

[0 0 4 9] NBWflKa, 08, H 9 J: 5 
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«$Sc@flf (SBEHffi-CttlBWHtbr— «Bf«rtE«ur 

£tl£"5J»#6 O&IBBU r©^Kj#6 0©5fc*81ffil& 
ftJtSB6 0 A©IalSs^^©rHB3flc:i4, T^lcfari* 
oT§SPfSttS«PSr«x.yt~*©*;/uyiftt6 2 
Sr, ts- K6 3Sr^U-cK#i«E»c»W«-*i:i:tfc, 

©&#lt*l&2 0AXI±fH|to£7gS!2 1 ©&ttlt«i2 1 A 
tLOiMff 2 20H#lttt2 ZAMRftCft 
lte*.ififc«J«-5-7-y > 6 1 Sr4g-g-|S#L-Cfe5„ 

fitrl5'6Itb#6 0©~3(s:o*. 5 F^7'l' KW6 OB* 
g»gfi«w«^-t-5#^o 6 4(Cfi, ^iSHieffi 

5 i fc*tur#i»i«fciH»-j-5-*©**©«ft*a 

t^7^Kt46 5, 6 6 SrT^rl-SttJL, -?:©5*>., ft 
^©SH^W K**6 5©TS£3C£, «#24fcKrtfe 
tl1t—MO&fe#'( KW6 8IC»oTiS«lgS£4#»S 
^6 7 i: 1 1 «t£#l*3II&tt 6 7©i 

*i«i't , *ffiiik:±T36riRi*»e>«^snfc^s?**7 o 

2 4 Cg^^nfclSl^-^ 6 9 taiL, HIC, 
Sffi#»7"n^ 6 4{C*fbT-5r»)#6 0 Srlelte^S^ 
m\z*7j F^ftit5«*BE'/J^7 l£, fiulSfg 
Ib!el&«5 1 liStftltTfc^. 

[00 5 0] flfteffiftA'^ffitii 620H> Hfe^s* 
(^rt*^fiE-r<5*S^ffil©m 1 */^«tt 6 2 «>N£ 
It, -3*©#fl»m4 3T»KE»*iiyt*«*#A©*MftX 

tbfccittdaijs! 2 o x»4tfttritj^s 2i«l< it¥-j* 

il2 2«rfifc»fHHiS*S»«-KW:, 8WE«WE->5y 
y 7 1 *f^ib$!l^IL-C, ^2*/^il«l6 2 
-*f©i*^4 3T?«*#$ixfe^Si^:flEA©tti»Xi:-a- 

[00 5 1] BuCM*/w^jBS«l 6 2 irSJRftdge 

* **tfcflttrit«?ffl 2 0 XtttM*JEft»a 2 1 « L < It*. 
— «I2 2£j&^{£i5£-£33§-£-lc:it, tulBmtl)^- 
^ 6 9?:RtbSiJ®bTnr®j#6 0 Sr^fi/cItT^* 

[0 0 5 2] HafE^fcHL^gLIt, 0 8, 01 1 Ic^-f 
<t5l- N ttrlESiffx^'l' KIA6 5, 6 6»rftoT7.7-Y 
K^ibgffili^**V7^Prib1S^7 5©±^5|C, -*f 

xhz>&tiimvi#7 6t:Siftit5t i tic ttne^ntifff 

«^7 5,t«S#2 4{B!li:©PfllClt, SuiESW^^7 6 
§:^^A©^S71SiaJ5lc|K-g-r5^tti L^MtJi^ 

[00 5 3] tKTCiQ^A'^'ffiM 6 2 ©#* iCIt, 011 
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V*>rv h8 OAm&ZhX^Zkb-blz, awe**— 
? ~i? * h 8 O CftiP*SrMt5f&7k8ttf 8 1 

T^mmm 82t 3j*Kit e>*uTv«. 

[0054] LT, W3*0*p< % Jftff feNffKUKflas 

< Srttttb-C. tt#S*#A©*¥*GlfttW>*< t fc 

#fi£?gS2 0&trttnE2&tt?L6 c «r»j*-r5«-4&*»ffl 
5. 

[0055] BP*>. yo-M^«i;J:5M 

«[©*«** A £*iJfflL 

«:5.*Ji£RSI«<D(HJgl5 6 b .«4B*#A*»blfBS*t 
5^fiSrtg^fiK$9W-r5fc*«5/J^€Ewa»t?L6 c i 20 

Tgftr,!: -title, ^TlSni&tfcOlHlSB 6 b fc* 
^»a«?L 6ci <£>#£K <t t) „ ^Sg^ttAOjf &mVf 

[00 5 6] L/^t, «nEl«*»a6*«H 
ft3^S##Aro3fcffig|SI-*f Lt, a^^S2 0SUt 

Kl^-BrT^rjSRa^WIHlgce bS.TJf/hSwa^JLe cS: 30 

ftHf^LT^ tt*#*#A©*¥;SrrtifttfcJ>*< 

< 1 1 1> K, ^*#AO&4MlMftX:#rii-?<BM£ 

[0057]^^ «»*#A«)if£Ei)ifpfc»xr?!r 

<om& 6 b Jttf£i8c?L 6 c cDiDX*t^co(pJ±tria 9 40 
fe, j|«b/u^y^a!0*«*flcAOi*o«Jjfii-Cfc5ll3S 

to 0 5 8] ffivtOtsK^ m&Vt&&2k¥gtn<D 

««pfll5 3-C4fci*IM65ft«»«**A©5*», *«fm 

[0059] ip*,, m&&&&mmmH<D&&iKs 3 -e 
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*i*$ixfc««*#A©3fe«MBwasttte»ur, ^5§tt 

«*i*:A i i£!i*Wl»a 2 0SWM12 1 ifflSf 

[0 0 6 0] JE»C f5^rojD< , tfilW.m&&T£^mH<D 
H-C*»*flsASril«WKi»E»»aSL**Sfo, *©»3S 
6, M5gBg^S.U t *PX«ao(p]±S:ffijiLoo^@*«9 

[in 1 ] *&w<nmximfi®m*^-rmmiEmm 

[0 2] <-r) ~ (=) tt, SCMcftco^a-j^Xtt 
[SI 3] (-f) ~ (=) «, »i*StfcJ:5«3Bs#ifc* 

^-rxauiiqgi 

[HI4] <-f) ~ (=) tt, JB2#5tfc.fc5«3i#ifc* 

^-rxgiftwm 
^-rxssft^s 

[0 6 ] m Q jftlMMI«>Witttr»rm¥SB 

0 

[0 9 ] ffl»#a©K»©i£*H 

[010] tti$/K<a»Si!^i&0 

[011] ~ (^) ht, «i#5tfc.fcaaiiftie 

[ftWffiW] 

B 

d ^2jDl»#a (ffiflttttSMnlK^a) 

h vrnzmmm. 

K 

L ftttJ^g 
X ^Sitt^c 

5 a m**su) 

6 b 

6 c mm. 

2 0 £hVtf$.BM 

2 1 «f«^^M 
2 2 
5 3 
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